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The goal of machine tools for Ultra High Precision Machining is to guarantee high
speciﬁed performances and to maintain them over life cycle time. In this paper the
design of an innovative mechatronic subsystem (platform) for Active Vibration Control
(AVC) of Ultra High Precision micromilling Machines is presented. The platform
integrates piezoelectric stack actuators and a novel sensor concept. During the
machining process (e.g. milling), the contact between the cutting tool and the work-
piece surface at the tool tip point generates chattering vibrations. Any vibration is
recorded on the workpiece surface, directly affecting its roughness. Consequently,
uncontrolled vibrations lead to poor surface ﬁnishing, unacceptable in high precision
milling. The proposed Smart Platform aims to improve the surface ﬁnishing of the
workpiece exploiting a broadband AVC strategy. The paper describes the steps
throughout the design phase of the platform, beginning from the actuator/sensor
criteria selection taking into account both performance and durability. The novel
actuation principle and mechanism and the related FE analysis are also presented.
Finally, an integrated mechatronic model able to predict in closed-loop the active
damping and vibration-suppression capability of the integrated system is presented and
simulation results are discussed.
& 2011 Elsevier Ltd. All rights reserved.1. Introduction
The design of innovative machine tools reﬂects the behaviour of the modern markets, where the customer’s
expectations have dramatically increased. Many researches aim to apply innovative solutions to obtain high machining
performances and quality of products, reducing the life cycle cost at the same time. The manufacturers want to purchase
machines with high ﬂexibility, high accuracy, high modularity and high reliability. In particular, micromachining
excellence implies innovative solutions able to perform dimension-constrained extremely precise works and to maintain
these performances over time. Thus the robust design of systems integrated in a machine tool has to ﬁnd solutions to solve
the problems and to increase the performance of the micromachining processes.
During manufacturing processes performed by machine tools, the spindle is subjected to vibrations. Such vibrations can
be classiﬁed as forced or self-excited (chatter). Due to the machine processing or transmitted through the foundation fromll rights reserved.
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Nomenclature
a coefﬁcient of Black’s equation (cyclesnm/V)
Af accelerating factor
Bx time equivalent to x% unreliability
d piezoelectric d-constant (C/N)
D electric density or ﬂux density (C/m2)
f(t) probability density function of time t
E applied electric ﬁeld (V/m)
Eac activation energy (eV)
F vector of forces
Fpzt the actuation force
k Boltzmann’s constant (eV/K)
[K] stiffness matrix
ka stiffness of the piezoceramic stack
Kc solution of the CARE equation
Ke solution of the FARE equation
L mechanical stress (N/m2)
[M] positive deﬁnite mass matrix
MTTF mean time to failure (h, cycles)
n coefﬁcient of Black’s equation
Qpzt charge of the piezo stack
s mechanical compliance (inverse of Young’s
modulus) (m2/N)
SM safety margin
S mechanical strain (m/m)
t time (or cycles)
T absolute temperature (K)
u force input vector
vu process noise
vy measurement noise
[V] symmetric damping matrix
Vmax maximum voltage allowed
Vpzt voltage applied to the piezo stack
wT exogenous input
x state vector
xpzt stroke of the piezo stack
y measured output (signals from the sensor)
z vector of displacements
b shape parameter of the Weibull distribution
G gamma function
e dielectric permittivity of the material
(C2/N m2)
Z scale parameter of the Weibull distribution
l parameter of the exponential distribution
l(t) failure rate function
mP mean of preload (MPa)
F. Aggogeri et al. / Mechanical Systems and Signal Processing ] (]]]]) ]]]–]]]2other machines, the vibrations are often encountered and difﬁcult to avoid. However, they represent a known problem and
different methods can be applied to reduce, or even eliminate, their effect as soon as the sources have been identiﬁed.
Unbalanced effects, gear and bearing irregularities, multi-tooth cutter impact as well as the motion of the foundation
induce forced vibrations. In contrast, chatter is a basic (or self-excited) instability of the cutting mechanism. The chatter
vibration is not induced by external periodic forces, but the forces causing and maintaining it are generated during the
vibratory process itself (the dynamic cutting process). Machine tool chatter vibrations depend on a self-excitation
mechanism in the generation of chip thickness during machining operations [1,2]. Whatever the source, the vibratory
motion affects the cutting process, because the tool and the workpiece are not constantly in contact. Any vibratory motion
at the tool tip point between the cutting tool and the workpiece increases the roughness, thus the surface ﬁnishing could
be unsatisfactory, affecting the quality of the product.
The Smart Platform (hereafter SP) is an active machine element intended to solve this problem that is particularly felt
by micromachining producers and users. This innovative system is designed to limit the relative motion between the tool
and the workpiece. In practice, the idea behind the SP is to ﬁlter the vibratory motion by directly controlling the position of
the tool-spindle (or that of the table where the workpiece is placed).
The state of the art under piezo-based AVC solutions shows some applications to traditional turning and milling
processes [3–6]. The application of this kind of devices to micromilling machines represents a real innovation.
Furthermore, the SP improved in intrinsic mechanical stiffness and system compactness. Moreover, in order to widen
the applicability and increase the ﬂexibility and the modularity of the SP, the authors realise an Active Vibration Control
system. The integrated system is conﬁgurable in two versions by changing the element responsible for the vibration
compensation: the Adaptronic Spindle Platform where the spindle is connected to the ﬂange of the ram by a mobile
platform compensating the vibration (like a Sky-hook system) and the Adaptronic Table where the workpiece is moved to
effect the compensation.
The paper shows the steps of the robust design process of the SP, by considering the mechatronic, the control and the
durability performance as a whole. In the following section, the design principles of the SP are discussed. Section 3 outlines
the mechatronics design aspects and the control methodology.2. Smart Platform: principles and design
The integrated system presented in this paper aims to improve the surface ﬁnishing of the workpiece through a
broadband AVC device based on high performance piezoelectric actuators.
Since the vibration is actively controlled, the actuation system is the key element to be considered from the early
design stage.Please cite this article as: F. Aggogeri, et al., Design of piezo-based AVC system for machine tool applications,
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The choice of the actuator was the ﬁrst important and crucial task of the whole design process as it had relevant
inﬂuence on the further mechanical design. Many actuators are claimed to be smart and to offer different features. The
most important characteristics (Table 1) for this application are efﬁciency, bandwidth, ‘‘passive’’ mechanical stiffness and
compactness (power density).
The knowledge of the magnitude of the machining forces is another critical key issue in choosing the most suitable
actuator as in designing the mechanical structure. Authors carried out experimental tests to characterise these forces. By
considering all these drivers, the trade-off analysis suggested the high dynamic piezoelectric actuators are the best
solution to be implemented in the SP.2.2. Working principles
The idea of the SP directly derives from the Stewart platform [7], but it has only three degrees of freedom (two
rotational around the X and Y axes and one translational along the Z direction) instead of six. The SP has been
conceptualised in a modular way both to connect the machine tool spindle with the ram and to support a rotary table. It
includes two parts: the ﬁxed platform, directly constrained to the machine tool ram, and the mobile platform, constrained
to the housing of the spindle. Three piezoelectric actuators permit the relative movement of these two platforms.
When a displacement is measured at the tool-tip point, three actuators are dynamically activated in order to
compensate the vibrations and to smooth their effects out on the workpiece surface. Since a piezoelectric actuator is able
to hold on compressive axial loads and to displace in its axial direction, but becomes extremely frail when tensile forces,
moments and/or shear forces are applied, special ﬂexible joints and ﬂexures have to be designed to prevent this problem
occurring while maintaining high axial and radial stiffness.
The concept of the SP is schematised in Fig. 1, taking into account its ﬂexible conﬁguration (spindle or table). Fig. 2
resumes the SP three-dimensional CAD.2.3. Mechanical design and prototyping
The SP has to accomplish main functions for a life cycle time of 10 years (32,000 working hours at average frequency):-Tab
Com
A
E
E
P
S
M
P
Mto compensate for the chattering vibrations generated at the tool tip point (correction of the tool position up to
720 mm),- to limit the roughness on the workpiece,
- to support the task of the machine without any shape errors.le 1
parison between different smart actuators.
ctuation method Efﬁciency Speed Power density Stiffness
lectro-magnetic High Fast Medium Low
lectrostatic High Fast Low Low
iezoelectric High Very fast High High
hape memory Low Slow Very high Medium
agnetostrictive Medium Medium/fast Medium/high High
Fig. 1. Working principle applications.
lease cite this article as: F. Aggogeri, et al., Design of piezo-based AVC system for machine tool applications,
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Fig. 2. SP design (a), SP for spindle application (b), SP for Table application (c).
Fig. 3. Design of ﬂexural joint (left); ﬂexural joint and piezo actuator (right).
F. Aggogeri et al. / Mechanical Systems and Signal Processing ] (]]]]) ]]]–]]]4The SP works in a traditional micromilling environment: temperature close to 40 1C (in any case less than 80 1C),
plentiful lubrication and frequency between 100 and 300 Hz.
Every component is designed to accomplish elementary functions. The integration of these functions determines the
capability of the system to achieve the technical purposes. Hereafter, the mechanical description of the system is referred
to the spindle conﬁguration. The same principles and architecture determine the table conﬁguration.
Referring to Fig. 2, the SP can basically be visualised as an actuation block between two plates interfacing with the
machine tool. The ﬁxed plate in aluminium alloy connects directly the SP with the machine tool ram. It houses the actuator
extremities as well as one side of the ﬂexural springs. The mobile plate, also made in aluminium alloy, links the SP with the
housing of the spindle. It houses the ﬂexural joints as well as the other side of the ﬂexural springs. Three piezoelectric
multilayer stack actuators, strategically positioned on the ﬁxed plate (see Fig. 1), permit the relative movement between
the two plates.
An electronic device activates the actuators. Applied on the mobile part, a triaxial accelerometer measures the
displacements of the tool tip to be converted in the correct voltage for piezo-motion.
The piezoelectric actuators are linked to the ﬁxed plate through the interposition of little plates made by steel. This is
necessary for stiffening the connection of the piezoelectric actuators with the (soft) aluminium-alloy platform
A mechanical support system completes the SP, conferring the correct stiffness to the actuator, avoiding undesired
stresses and consequent breaks. In fact, every piezo actuator is connected to an innovative ﬂexural joint (Fig. 3), designed
to avoid torsional and shear stresses to the piezo elements. Furthermore, two ﬂexural springs are positioned close to every
actuator. They have been designed to connect the two plates (ﬁxed and mobile). Every spring is characterised by high
torsional and radial stiffness, but free to move in axial direction.
This piezo-stack arrangement embeds also three kinds of sensors to be used for functional and control feedback issues:
a force sensor (piezo disk within the stack), a temperature sensor and a displacement (piezo stroke) sensor, called smart
disk (Fig. 4).
The smart disk sensor is a patented solution (EP 1857220B1) speciﬁcally developed to work with high dynamics and
very high precision, without being affected by electro-magnetic ﬁeld due to the electro spindle.
One side of the bending sensor is ﬁxed to the piezo tip and the opposite is pressed against the ﬂexural joint or the piezo
housing (the little steel plate). If the piezo tip is moving, a bending of this spring plate generates a strain signal. This strainPlease cite this article as: F. Aggogeri, et al., Design of piezo-based AVC system for machine tool applications,
Mechanical Systems and Signal Processing (2011), doi:10.1016/j.ymssp.2011.06.012
Fig. 4. Smart disk sensor integration (left), piezoelectric actuator, ﬂexural joint and smart disk (right).
Fig. 5. FE optimisation of smart disk sensor.
F. Aggogeri et al. / Mechanical Systems and Signal Processing ] (]]]]) ]]]–]]] 5signal is acquired by a piezoelectric thin ﬁlm sensor. In order to validate the piezo ﬁlm acquisition, strain signals are also
measured by a set of strain gauges (redundant conﬁguration).
Electronic components (e.g. ampliﬁers, signal conditioners) can be integrated like the sensing elements into the smart
disk spring as, for example, integrated circuits or MEMS.
The advantages of the smart disk sensor are:-P
Msmall size (few mm3),
- long lifetime and high reliability,
- easiness of application and integration,
- static and dynamic measurements of strain and therefore displacements and/or forces,
- high (submicron) sensitivity,
- possibility to process electrically direct signal.In order to increase the strain level where the sensors are placed and therefore to obtain a higher precision for the
displacement measurement, a suitable conﬁguration for the disk spring was calculated by FE analysis. Fig. 5 shows one of
the results of modelling for a stainless steel disk spring with a diameter of 40 mm, 2 mm height, 0.4 mm thickness, simply
supported. The maximum strain is approximately 20 mm/m (¼20 me) when applying a stroke of 10 mm in the middle of the
spring disk. If the stroke is just 1 mm, a strain of 1.6 me is generated which means that theoretically a stroke of 0.1 mm can
by measured by the very sensitive piezoelectric thin ﬁlms (not by the strain gauges, because the minimum strain must
exceed 1 me). This dynamic sensitivity has been conﬁrmed by experimental characterisation test on the sensor.
The piezoelectric actuator tip displacement is determined starting from the strains measured on the disk. Then, thanks
to the employment of the piezoelectric thin ﬁlm sensor, the smart disk is able to measure the stroke (in a broadband
frequency domain) of the piezo actuator with submicron range sensitivity.
The working conditions can be severe for the piezoelectric actuator; in particular, the working temperature has to be
controlled and maintained below 80 1C. For this reason, air ﬂuxes run over the piezo actuator stack through a feeding
system placed on the top of every ﬂexural joint. This solution permits the air to ﬂow in the gap between every piezoelectriclease cite this article as: F. Aggogeri, et al., Design of piezo-based AVC system for machine tool applications,
echanical Systems and Signal Processing (2011), doi:10.1016/j.ymssp.2011.06.012
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environment thanks to the thin cuts of the ﬂexural joint.
The elements of the SP can be shown in Fig. 6, where depicting photographs of the SP prototype manufacture and
assembly can be noted.2.4. Reliability analysis
When an innovative system is studied, it is fundamental that since the early phases of the design the reliability targets
have to be clearly identiﬁed [8]. Thus, some analytical efforts are needed, evaluating every potential problem and failure
when the product is yet an idea or a drawing. In this way, the design and the realisation of a mechanical system become
the result of a structured analytical procedure assessing its quality and reliability [9,10].
Beginning from the morphological–functional decomposition of the SP, Design Failure Mode and Effects Analysis
(DFMEA) has been applied. The authors identiﬁed every potential failure mode of the elements composing the SP, so as
their effects on its functionalities. Following Ford Machinery DFMEA approach, the Risk Priority Numbers (RPNs) have been
calculated for every combination of failure cause-mode-effect. Greater is the RPN value, more seriously the potential
failure has to be managed [9–11].
It is interesting to determine if the failure should happen during the early beginning of the life cycle (Infant phase) or
during the expected operative life (Overall phase). The RPNs detected for the Infant Phase DFMEA are not shown in this
paper [11]. They had been reduced by introducing improvement actions on the design process, by reviewing supplier’s
speciﬁcations and material characteristics, and performing Finite Element (FE) analyses. Thus the analytical efforts
concentrated on the results of those failures directly related to the product behaviour along the life cycle.
Table 2 resumes the results of DFMEA analysis, listing the most severe RPNs, the relative elements and failure mode.
This preliminary analysis shows the piezoelectric actuators (PZT) and the ﬂexural joints (FJ) are the most critical elements,
whose reliability characterisation must be deeply investigated. Their functions are extremely related to those of the SP,
thus their reliability modelling directly inﬂuences the prediction of the entire system behaviour and life cycle time. The
innovative ﬂexural joint is a key factor for the functionality of the SP. To predict the reliability behaviour of a component
under speciﬁed variable working conditions, a deterministic design could fail to provide the necessary understanding.
Since the material characteristics are well known and the structural response to mechanical loads is statistically
predictable, a probabilistic approach becomes more suitable for this analysis [10,12,13]. A strength–stress analysis is
performed to estimate the reliability and the failure rate of the ﬂexural joint [12]. Normal distributions of strength and
stress are assumed. The mean value and the standard deviation of strength for the material can be deﬁned by admissible
stress multiplied for a coefﬁcient that involves the fatigue. The mean value of stress can be read directly from the results ofFig. 6. Manufacturing steps of the SP prototype.
Table 2
DFMEA top RPNs and failure modes.
Element Failure mode RPN
Piezo actuator Break do to fatigue stress 567
Flexural joint Break do to fatigue stress 441
Accelerometer Does not properly measure the acceleration (too much overlap noise) 294
Flexural joint Does not maintain the connection with the mobile platform 280
Flexural joint Does not maintain the connection with the actuator 245
Piezo actuator Does not elongate (stroke)/actuate (force) properly 120
Please cite this article as: F. Aggogeri, et al., Design of piezo-based AVC system for machine tool applications,
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reference to the load conditions.
A Safety Margin equal to 4.09 is determined [12]. Under the hypothesis that the strength does not deteriorate with time
and the load is applied 120 times per hours, a close to constant failure rate [10,14] of 3.5 failures every million hours is
calculated. Consequently, the estimated Mean Time To Failure (MTTF) of the ﬂexural joint is close to 3E05 h, since for
constant failure rate l
MTTF ¼ 1
l
ð1Þ
But, looking at DFMEA results, the weakest element of the SP can be the piezoelectric actuator, thus the authors mainly
concentrated on its reliability assessment.
As explained before, the actuators are integrated into the SP to compensate the chattering vibrations, displacing in their
axial direction to correct the tool tip position. These features addressed the designers to introduce a high voltage PZT (Lead
Zirconate Titanate Pb(Zr,Ti)O3 ceramics) multilayer actuator, whose scheme is sketched in Fig. 7.
A multilayer piezoelectric actuator consists of several single thin layers stacked on top of one another. This
conﬁguration has the great advantage of achieving high displacement proportional to the applied voltage [15,16].
Applying a voltage up to 1000 V, a cylindrical actuator with height and diameter close to 50 mm can generate in its
axial direction a maximum force of 50 kN. A maximum stroke of 55 mm is guaranteed, with an ultrahigh acceleration and
response time less than 20 ms.
The piezoelectric cylindrical actuators are able to move in their axial direction, but they are extremely frail when
moments and/or shear forces are applied [15,16]. Furthermore, when high voltages are applied to PZT multilayer materials,
tensile stresses reduce the durability and stability due to the delamination of layers and electrodes [15,17]. For this reason,
the actuators designed for high performances and long durations are preloaded. The preload is an important design issue
to increase the resistance to degradation with a negligible loss of the strain output [18]. In the speciﬁc case, the piezo
stacks are incorporated into a stainless steel casing, compensating tensile stresses up to 6000 N (mP close to 4 MPa), where
the piezo becomes extremely vulnerable. In this manner, the elements should always work in a compressive state.
There is not a deterministic formulation to assess the lifetime of piezo actuators because many parameters, such as
temperature, humidity, voltage, load and preload, operating frequency and material characteristics, concur to determine
piezo durability [15,18–21].
Excluding any processing defects [15,16], the reliability characterisation of the three piezo actuators consider their life
cycle under the peculiar operating electro-thermal–mechanical conditions of the SP system. It means that both the
properties of the ceramic and coupled issues with the device design inﬂuence the lifetime of the piezo stack. Thus a
complete understanding of the durability must consider the intrinsic failure of the piezo device (function of frequency,
voltage and temperature) and the failures derived from undesired torsional, radial or tensile overstresses [16].
Both the supplier and the literature conﬁrm that a high voltage piezo stack actuator (with speciﬁed maximum stroke,
load and length) should meanly fail after some billions cycles.
Generally, it can be assumed the fatigue lifetime (expressed in cycles) of ferroelectric devices, working at absolute
temperature T and under an applied electric ﬁeld E (V/m), can be described by an empirical rule. The Black’s equation
(derived from Arrhenius’s one),
MTTF ¼ aEn expðEac=kTÞnG 1þ
1
b
 
ð2Þ
relates the fatigue MTTF to the mechanical–thermal conditions, where a and n are two constants, k is Boltzmann’s constant
and Eac is a sort of activation energy [15,16,21–24].Fig. 7. Scheme of a piezoelectric multilayer actuator.
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ﬁeld of 2 V/m. Activation energy of 0.99 eV and constant failure rate (b equal to 1) are generally assumed [23]. However,
the constant values (a in particular) can vary due to the dimensions and number of the layers, the material and the
processing technologies used to assemble the device [22,23]. In order to conﬁrm the accuracy of the quantitative
estimation, the authors performed a test campaign. Testing these devices is generally expensive (due to the high
purchasing cost) and time-consuming. Looking at these constraints, the authors decided to test only four actuators,
accelerating the test at high temperature (373.15 K), anyway respecting the stress limits given by the supplier. During the
test, the PZT actuators cycled (frequency equal to150 Hz) with an average electric ﬁeld E equal to 2 V/m.
The small sample size does not permit accurate estimation of the reliability characteristics. A Weibull distribution
(b close to 3 and Z equal to 1.1E08 cycles) seemed to be the most appropriate to describe the lifetime of the piezo actuator.
The shape parameter b greater than 1 accounted for some wareout.
For the tested piezos, the reliability characteristics, in terms of Mean Time To Failure and B10 (the time by which 10% of
the elements would fail [10,14]), at high stressing temperature are listed in Table 3. Thus, using the Black’s model (Eq. (2)),
an acceleration factor
Af ¼
MTTFðT ¼ 313:15KÞ
MTTFðT ¼ 373:15KÞ
 365 ð3Þ
has been calculated. By multiplying the results of the test campaign by Af, it is possible to evaluate the reliability of the
tested piezos at standard conditions [10,19].The fatigue life of the piezoelectric actuator at working condition can be
described, with a conﬁdence level of 90%, by a MTTF equal to 2.78E10 cycles (51,438 working hours at 150 Hz frequency).
The reliability characterisation of the piezo actuators must comprehend the failures due to overstresses too. The SP has
been designed to avoid any kind of undesired stresses on the actuators. Thus, these failure modes are related to the system
design and operation, depending on damages that could happen to the elements demanded to prevent them. A failure
occurred to the ﬂexural joint or to the couple of ﬂexural springs directly causes the crack of the actuator. Otherwise, tensile
overstresses occur when an excessive displacement is needed, exceeding the preload as a consequence.
The strength–stress analysis of the ﬂexural joint assessed the lifetime of the ﬂexural joint is described by a constant
failure rate of 3.5 failures every million hours. Furthermore, it is assumed a constant failure rate equal to 5 failures every
million hours for every ﬂexural spring.
The probability of failure due to tensile overstress and the relative failure rate is estimated through a stress–strength
analysis, following the same approach used for the ﬂexural joint [12]. The calculated Safety Margin is close to 8, meaning this
failure source is extremely unlikely, thus its effect is negligible (constant failure rate l equal to 4.4E03 failures/mln h).
A Fault Tree Analysis (FTA) can be a useful tool to resume the design for reliability issues, providing useful information
about the likelihood of a failure (top event) occurring due to different causes [10,11]. The failure of the actuator depends
on different sources; for every potential cause of failure (FC), the estimated MTTF is listed in Table 4. The authors used
these data in order to build the Fault Tree logic and obtain the actuator failure (top-event).
By combining the probability of failure due to different sources, every piezoelectric multistack actuator shows
a reliability of 0.977 after 2 years, decreasing to 0.875 after 10 years. The estimated B10 is equal to 25,886 h. The
piezo device seemed to hold enough satisfactory reliability characteristics to accomplish the SP functions along the
10 years life cycle.Table 3
Reliability characteristic of piezo actuators at stressed temperature.
Reliability characteristics Value (cycles)
B10 5.17E07
MTTF 9.78E07
MTTF (1S c.b. 90%) 7.61E07
Table 4
Likelihood of causes generating piezo failure.
Type Source MTTF (working h)
FC1 Intrinsic failure due to fatigue 5.15E04
FC2 Break of the ﬂexural joint 2.86E05
FC3 Break of the ﬂexural springs 2.00E05 each
FC4 Tensile overstress 2.48E08
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3.1. The mechatronic model
The complexity of compensating the vibrations through an active control system is reﬂected on the advanced control
algorithm needed. The SP implies several issues that have to be solved simultaneously, embracing different engineering
ﬁelds (structural, electrical, signal processing, control, thermal, etc.): a real complex mechatronic problem.
A test bench conﬁguration has been designed, where the SP is constrained to a ﬂange (Fig. 8). The ﬂange is ﬁxed to the
ground by means of three legs of changeable extension. This solution permits to change the stiffness of the frame,
introducing different eigenfrequencies of the system. The basic idea behind the design of the test bench is to reproduce, at
least partially, the dynamic behaviour of a machine tool.
A FE model has been developed in order to optimise the design. Experimental tests (static and dynamic) were carried to
validate this model. The validation is needed as the FE model has been used to develop a model-based control.
The FE model consists of approximately 170,000 elements. It includes 3D solid elements (Brick and Tetra) to model
main building block of the SP (i.e. plates, spindle, joints, supporting legs), 2D shell elements to model the ﬂexures and one-
dimensional elements (with stiffness and damping parameter) to model the piezoelectric actuators (Fig. 8).
The full test bench model has been reduced following the Craig and Bampton procedure [25]. The modes and
frequencies of the complete and reduced model are shown in Table 5.
The reduced ﬁnite element model has been imported in Matlab/Simulink environment to perform several dynamic
simulations, testing and checking different control algorithms. The generic reduced mechanical system is completely described by
½M€zþ½V _zþ½Kz¼ F ð4Þ
where z is the vector of displacements of physical DOFs, F the vector of forces, [M] and [K] the positive deﬁnite mass and stiffness
matrices and [V] the symmetric damping matrix. The dynamics of a system is often described in a state space form, as it is easier
to handle for control purposes:
_x ¼ ½Axþ½Bu with x¼
_z
z
 
y¼ ½Cxþ½Du with u¼ F
0
 
ð5ÞFig. 8. Finite element model of the whole test bench (a) and a detailed view (b).
Table 5
Mode frequencies of the complete FE model and reduced model.
Mode FE complete (Hz) Reduced (Hz) Difference (%)
1 78.9 77.9 1.2
2 79.6 78.4 1.5
3 191.8 190.9 0.5
4 209.8 206.9 1.3
5 213.2 213.2 0
6 310.8 310.3 0.16
7 558.3 561.8 0.62
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A¼ ½M
1½V  ½M1½K
I½  0½ 
" #
, B¼ ½M
1
0½ 
" #
ð6Þ
and [C] and [D] depends on the chosen outputs, while x and u are, respectively, the state vector and the force input vector.
3.2. Piezoelectric actuator linear model
The piezoelectric actuators must be included into the reduced model. In this paper, the linear model of the piezoelectric
actuator is shortly addressed, lacking in any treatment about hysteresis [26–28].
Generally, a piezoelectric stack is assumed to strain in only one direction. Thus, the constitutive equations for a one-
dimensional excitation and deformation of a piezoceramic element [28] are
D¼ eTEþdL ð7Þ
S¼ dEþsEL ð8Þ
where D is the electric density or ﬂux density (C/m2); E the electric ﬁeld (V/m); L the mechanical stress (N/m2); S the
mechanical strain (m/m); e the dielectric permittivity of the material (F/m¼C2/N m2); d the piezoelectric d-constant
(m/V¼C/N); and s the mechanical compliance (inverse of Young’s modulus) (m2/N).
All these parameters are either related to (or a function of) the direction of the mechanical or electrical excitation. For
example, the value of the d-constant may change as it is expressed as d33, d31, d15, etc. Then, following the use of subscripts
and superscripts in piezoelectricity, Eqs. (7) and (8) deﬁned for a piezoelectric stack, are expressed more speciﬁcally as
D3 ¼ eT3E3þd33L3 ð9Þ
S3 ¼ d33E3þsE3L3 ð10Þ
From the above maths relations, it can be demonstrated that the constitutive equations for the piezoelectric stack are
the following:
Qpzt ¼ CpztVpztd33L3 ð11Þ
Xpzt ¼ d33Vpzt
1
ka
Fpzt ð12Þ
where ka is the stiffness of the piezoceramic stack, Fpzt the actuation force, xpzt the stroke, Qpzt the charge and Vpzt the
applied voltage. Eq. (12) represents the linear model of the piezoelectric actuator to be embedded inside the reduced
model. Furthermore, for the operation of the stack under the maximum voltage allowed, Vmax, Eq. (12) can be rearranged in
the form:
Fpzt ¼kaXpztþkad33Vmax ð13Þ
3.3. The LQG-H2 controller
The control chosen for this simulation is based on the H2 theory, due to its wide literature spread and its applications
for AVC problems [29–33]. The control chain starts with the signal provided by the triaxial accelerometer, placed on the
mobile platform. A control digital board is obviously needed in order to process data from the sensor and elaborate the
driving signals to the three piezoelectric actuators (Fig. 9).Fig. 9. Bottom view of the test bench with the position of the piezo actuators and the triaxial sensor highlighted (a) and control H2 scheme (b).
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Fig. 10. FRFs of the TTP: X displacement versus X force input (continuous line—closed loop , dashed line—open loop).
Fig. 11. System response after an impulse at TTP: X displacement of TTP after being excited along X direction (continuous line—closed loop, dashed
line—open loop).
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_x ¼ AxþB1wþB2u
z¼ C1xþD12u
y¼ C2xþD21w ð14Þ
where x is the state vector, u the control vector, wT¼[vuT vyT] the exogenous input, z the regulated variable (displacement of
the tool tip point), y the measured output (signals from the sensor) and vu and vy are process and measurement noises. The
noises are supposed to be uncorrelated. The H2 control problem consists in ﬁnding a realisable controller dynamic system,
such that JGwzJ2 is minimal, where
zðsÞ ¼ GwzðsÞwðsÞ ð15Þ
The H2 dynamic controller assumes the following form:
_x¼ ðAB2KcKeC2ÞxþKey
u¼Kcx ð16Þ
where Ke and Kc are solutions of the Filter Algebraic Riccati Equation (FARE) and Control Algebraic Riccati Equation (CARE) [29].
Following the former equations an H2 control algorithm has been derived. It is able to signiﬁcantly suppress the
oscillation amplitude of the Tool Tip Point of the spindle as shown in Figs. 10 and 11. The results refer to the X–Y plane,
orthonormal to the spindle axis. The shape of the excitation impulse is a time window of 1 ms width and 200 N amplitude.
In particular, Fig. 10 reports the FRFs of the spindle TTP while Fig. 11 shows the response time of the system after being
excited by an impulse in closed and open loop.Please cite this article as: F. Aggogeri, et al., Design of piezo-based AVC system for machine tool applications,
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The robust mechatronic design of the SP enables the piezoelectric actuators to work properly, ensuring the achievement
of maximal and enduring performances. The simulation results show an appreciable decrease of the oscillation of the TTP,
thus conﬁrming the validity of working principle. It is possible to signiﬁcantly suppress the oscillations of the TTP using
the proposed control scheme: a sensor placed on the mobile platform, an H2 control scheme and three piezoelectric
actuators fed by a dedicated electronic board. The results are very promising also due to the robustness of the SP design,
providing the piezo-based system to work efﬁciently and safely throughout the life cycle of the machine. On the other
hand the SP is a modular solution, employable for table application or spindle-damping application.
Furthermore, the effectiveness of the SP at high frequencies, excited typically by the high speed micromilling cutters
(multi-tooth) is ensured by the high inherent stiffness of the devices and selecting proper adaptive control strategies
(e.g. the ‘‘repetitive’’ controller) for narrow band forced vibrations. A bandwidth up to 2 kHz for the proposed SP can be
reasonably achieved.
The future steps foresee the physical realisation of the test bench and the ﬁnal experimental tests in order to validate
completely the numerical model and the control algorithm. For the time being, the results showed in this paper demonstrate the
potential of the SP in suppressing the vibration of machine tools. Therefore, the proposed SP can represent a great challenge in
machine tools sector and open interesting perspectives for industrial applications of adaptronic within this ﬁeld.Acknowledgements
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